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ABSTRACT

In this study, an experimental research of grinding characteristics using super-abrasives for surface carburized
and heat treated SCM415 materials, which were usually used to make a linear motion guide block and were
comparatively hard-to-machine materials, was carried out. In order to conduct a high efficiency and a accuracy
grinding of such materials, grinding processes using CBN (Cubic boron nitride} and 38P grinding wheels have
been attempted on a surface grinding machine. The grindability according to each grinding conditions was
evaluated by means of a grinding force, a surface roughness and a residual stress. The experimental methods
and results were presented in this paper. And also, from a proposed truing method the CBN wheels that
combined a copper and a break truer gave a full scope to the wheel's performance.
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Table 1 Specifications for used grinding wheels

Grinding wheel Dimension(mm)
38P wheel(38P46H11V)

38P wheel(38P80OH11V)

CB100R100B D205xT19
CB200R100B CSBN 'i‘z.erk’
CB500J100B mm thie
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Table 2 Chemical composition (% wt) of workpiece 15, 20
CB100R100B 966 (selectively)
Cr Mn Si In Lu Al Mg 1160 selectively
129 | 070 | 044 | 042 | 030 | 0.25 | 0.24 773
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Fig. 2 Dimension and geometry in specimen
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